GSX4C-4D

GSX MILL 4uﬂ 4D Four Flutes 4D
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LISTO164 st (Unit):mm/m

BRRS E TR [ EE e SEER T BekE WE | R | 2B [DvIE| SEmR
CODE D ) aL L= 10 Price CORE SR B L d Price
| GSX40100C-4D 1 4 | 40 4 | 5800 ~ GSX41000C-4D 10 | 40 | 90 | 10 | 11,500
GSX40150C-4D 16106 |0 4 | 5800 GSX41200C-4D 12 | 48 [100 | 12 | 16,000
GSX40200C-4D 2 8 | 40 4 | 4140 | GSX41600C-4D 16 | 64 | 120 | 16 | 46,400
GSX40250C-4D 25| 10 | 50 4 | 4140 GSX42000C-4D 20 | 80 | 140 | 20 | 75400
GSX40300C-4D 3 | 12 | 50 6 | 4220 o
: | It (mm).D EYEE (mm) Tolerance
GSX40400C-4D 40| e 50 6 | 4510 EHA Aove | BT Upio ;
GSX40500C-4D 5 | 20 | 60 | 6 | 4830 - 3 oo
GSX40600C-4D 6 | 24 | 60 6 | 5400 7 S _0~—003
GSX40800C-4D 8 32 80 8 8,200 DY BEEE G nlhs:a0
Tolerance of Shank Dia. Helix angle

GSX MILL 483 4D Gsx miL Four Flutes 4D

S [ EEmmss | BrRscERIC [ EamoTIom [ mERAAE S et T Y
CTER it 50—-zsonai {25~35HRAC) (35~45HAC] [25~55HAC) (5US304,316) NI i
MIHEGC s lﬁ.ﬂ ! B HEd | EUEE | BER bk Elfndf BRESEE = R Bl | e B R IR
o el Hlotition Feient Fatation Foad Aotalion Feed Rafstion T FAotation Fead Rttion Faed
mim rnln ¥ men/min min-! mm/min: L mmymir min mmdmin i’ i mins! mandmin min mmdanin
1 19200 | 280 19,200 280 16,800 170 11.600 110 8.400 70 10,000 70 8400 50
2 10.000 340 10000 | 340 9,600 230 6,600 140 4,800 90 5.800 95 4,800 65
4 ,400 40 5,400 440 5.100 290 3,500 180 2,550 120 3.000 130 2,550 80
% === 700 470 3,700 470 3.400 310 2,400 190 1,750 130 2100 40 1.750 80
| 8 700 470 700 470 2,600 310 1.750 180 1,300 130 1.600 40 1.300 =G0=—
Es 10 200 | 470 2,200 470 2,100 310 1.450 180 | 1.050 130 1.300 40 1.050 90
= 12 —1.850 470 1850 | 470 1,750 310 1,200 | 190 900 130 1,050 140 900 | 90
= 16 | 1400 [ 390 1400 | 390 1,300 250 800 | 170 650 100 800 110 650 | 70
1 1,100 | 360 1,100 [ 380 1,050 230 700 160 500 90 650 100 500 | 60 |
! Jaag |2 [ 350 ) 3D
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WiSF# Ss N#ﬁ S-G,ﬁﬂ FG mmzbmnmn"}\ ?\Em %5&%“ Hawmmgm si?w,eabsig S S, 5
e ~{150=550r15) [26~85HRC) | (35~45HRCI. (45~55HRC] (5US304.316) i sy,
Bl S 55 B EiE A HéE E‘JEE [EE U ElfmE R Bl R
Rotation Friod Aotiicn Food Rty Fesd HAotation Fiatsiion Food Aolnkii Fiséd Fonntion Feodd
min=! mm/min min mm/min min:! omy/min min* rnmfmn min:! mm/min min* TR/ min min=! mm/min
=4y 22,000 360 22000 | 360 19,000 220 13000 | 140 9,500 50 11.300 %0 9,500 65 |
2 11,500 440 11,500 | 440 11.000 250 7,500 180 5,400 110 6,500 20 5400 | 85
4 6,000 560 6,000 560 5,800 370 | 4,000 230 2,900 150 3,400 60 2,900 100
2 3 4,200 800 4.200 600 4000 | 400 2,700 240 2,000 160 2,400 70 2,000 120
M| 8 | 3000 600 3,000 600 2.800 400 2000 | 240 1,450 160 1800 | 170 1.450 120
T 10 2,500 600 2.500 600 2,350 400 1.600 240 1200 | 160 1,450 170 1,200 120 |
z 12 2,100 600 2,100 600 2,000 400 | 1.350 240 1,000 | 160 1,200 170 1,000 120
= 16 1,500 500 1.500 500 1,450 320 1,000 210 750 | 130 900 140 750 90
: 20 1.200 450 1.200 460 1,150 250 800 200 600 110 700 120 600 75
ansm |2 250 B . R u
e B 0.030 0.01D
1 22.000 240 22,000 300 19,000 180 13,000 110 9,500 75 11,300 | 55 4700 | 20
2 11,500 290 11.500 360 11,000 240 7,500 140 5,400 95 BS00 | 70 2700 | 25
4 6.000 360 6.000 460 5800 | 310 4000 | 190 | 2900 120 3400 | €0 1.450 35
i 6 4,200 380 4.200 480 4,000 330 2700 | 200 2,000 130 2,400 00 1,000 0
Rl 8 3.000 390 3,000 480 2,800 330 2000 | 200 1,450 130 1,800 00 720 40 |
2 10 2,500 390 2,500 480 2,350 330 1600 | 200 1,200 130 1,450 oo 600 40
& 12 2,100 380 2,100 430 2,000 330 1350 | =200 ~1,000 130 1.200 00 500 40
N T 1,500 330 | 1,500 410 1.450 260 1000 | 180 750 110 900 80 370 35
1] 1.200 300 1.200 380 1,150 240 800 160 600 — 95 | 700 70 300 30 |
R 0.1D 0.20 0.050 0.10
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Adjust milling conditicn when an unusual vibeation, different saurd oceur by cutting,
When using low speed machings, use the maximum spead and adjust the feed rala.
Use highly rigid machining center and holder.

Usg an air blow for dry milling.

Use in wet condition in case of Stainless Steels, Mickel Alloys, Titenium Alloys.
Whan chattering occurs, reduce the rotalion and feed rate, or reduce the depth of cut.
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